[54] PARALLEL ADJUSTABLE GANTRY TRUSS 
PLATE PRESS 


[76] Inventor Wayne A. Shamblin. 9005 Wcssex (X 
Ft. Worth. Tex. 76134 

[21] Appl. No.: 552,194 
[22] Filed: Nov. 2, 1995 

[51] InL CI. 6 B23P 19/00 

[52] U.S. CI 29/798: 100/210; 100/913 

[58] Field of Search 29/432. 798. 897.31: 

100/210. 913: 227/152: 269/910 



1 

PARALLEL ADJUSTABLE GANTRY TRUSS 
PLATE PRESS 

TECHNICAL FIELD 
This invention relates to the fabrication of wooden struc- 
tures on a work surface. More particularly, the present 
invention relates to a gantry press with a parallel roller press 
with vertical adjustment. 

BACKGROUND OF THE INVENTION 

Gantry presses have been used in the assembly of trusses 
used in a variety of applications. Typically, trusses are 
constructed on a work surface using a truss template. The 
work surface is typically composed of wooden or plastic 
panel materials. Typically a series of top and bottom con- 
nector plates are used to assemble chord and web members 
together in a truss assembly. A gantry press can be used to 
embed the connector plates into the truss members to 
assemble the truss. 

The gantry press enables a manufacturer to decrease the 
time required to construct a truss. However, with repeated .; 
uses, the work surface compresses, increasing the distance ; 
between the work surface and the roller press, limiting the , 
effectiveness of the roller press to embed the connector j 
plates into the members. When the panels fonr^gjhcwork.j 
surface are changed, replaced or compressed by the roller i 
pre^sTThTlBst anc'e^ between work surf ace dis tance change s. . 

At times wooden mera&ers used inlhe truss assembly are : 
harder or denser than usual. Embedding the connector plates 
in the denser materials requires that the vertical adjustment 
of the gantry press with respect to the work surface would 
have to be_ jltered^a long jhe length of the roll e r press t o 
account for t he variation in _densit y_bet ween soft materia ls 
and den ser material s. In the case of harder woods or denser 
materials, the roller press must be changed to account for the 
increased amount of pressure caused by the resistance of the j 
connector plates to embed in the truss members. j 

The conventional method to adjust the parallel roller j 
requires a workman to manually adjust each side of th e : 
gantiy_r ffess""an^^He^E~f^ ^ j 
orientation with the wor k surface to acquire the proper , 
vertical'~a dj usGneoT " In prior gantry presses; a nut and bolt \ 
rod assembly" is connected to the roller press to allow for ; 
vertical adjustment where each side of the roller press would 
be manually and individually ad j uste d. An example of such '. 
adjustment apparatus is shown in U.S. Pat. No. 3.855,917 
issued to Farreil et al. If the roller press spacing needs' to be i 
lowered, gauge blocks are placed between the work surface ; 
and the roller press. The roller press would then be lowered : 
on each side until the roller press encountered the gauge 
blocks. If the roller press is to be raised, then a different j 
gauge block designating the desired depth is placed between 
the work surface and the roller press. Again, the workman . 
would manually lower each side of the roller press to the 
proper depth, and the press is verified to be in a parallel 
orientation with the work surface for proper operation of the ; 
gantry press. 

Present gantry presses enable the roller press to disengage \ 
the truss assembly by vertically raising the roller press. For 
example. U.S. Pat. No. 5.211.108 issued to Gore et al. 
discloses an apparatus far^ejcxtive ly ra ising and lowerin g 
thej^llCT.pressJ^ To reduce the cycle time 

between successive operations, the roller press is automati- 
cally raised when the gantry press has stopped so that the 
completed truss can be discharged, eliminating the need for ; 
a side discharge table and to eliminate the need to initiate a 
manual lifting operation of the roller press to remove the 
-truss. 
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Thus, a need exists for a gantry press with a vertically 
adjustable roller press which c ap be readily lowered o r 
raised a discrete amouat in a parallel fashioo-with,a_wprk 
surface and then used to cornptetc^assernbly of the truss. 
5 Such a device would reduce labor costs and decrease the 
amouat of setup time needed to place the gantry press into 
a proper configuration. 

SUMMARY OF THE INVENTION 

10 A gantry press adjustment apparatus for adjusting a ver- 
tical orientation of a parallel gantry press with respect to a 
work surface. The gantry press has a rigid frame with a first 
side frame portion and a second side frame portioa. Each 
side frame portion has fi rst and second generally, parallel 
15 v ertical members , The~lirst and the secondside frame 
portions are spaced sufficiently apart to accept and support 
a roller press therebetween. The adjustment apparatus has 
first and second planar support member which are adapted to 
receive the axle of the roller press. The planar members are ! 
20 slidably mounted along a vertical axis of the frame portions. ! 
At least one vertical adjustment member is connected to the j 
first side frame portion and to the first planar member. At f 
least one vertical adjustment member is connected to the 
second side frame portion and to the second planar member. 
25 A drive is operatively conn ects each of the ad justment 
members.to.ad}ust-eAch-membeiLa.c,a substantially equiva lent 
rate and vertica l_sRatial orientation such that the planar 
members maintain the roller press in a paralleL oricntation 
wit h respect tcthe^work-surface^. 
30 The roller press can be moved from a first vertical position 
to a second vertical position by adjusting the vertical adjust- 
ment members. The vertical distance from the roller press to 
the work surface can be either increased or decreased 
depending on the materials being assembled on the work 
35 surface. While in the second position, the roller press 
provides a generally downward force against a truss assem- 
, bly positioned on the work surface. 

These and other features, advantages, and objects of the 
j present invention will be apparent to those skilled in the art 
; 40 upon reading the following detailed description of preferred 
' embodiments and referring to the drawing. 

BRIEF DESCRIPTION OF THE DRAWING 

! The accompanying drawing is incorporated into and 

■45 forms a part of the specification to illustrate several 
examples of the present invention. The figures of the draw- 
ing together with the description serve to explain the prin- 

f ciples of the invention. The drawing is only for the purpose 
of illustrating preferred and alternative examples of how the 

;50 invention can be made and used and is not to be construed 
as limiting the invention to only the illustrated and described 
examples. The various advantages and features of the 

' present invention will be apparent from a consideration of 
the drawing in which: 

55 FIG. 1 is an elevational side view of an adjustable parallel 
gantry press of the present invention with portions cut out to 
expose the locomotion members on a track and the vertical 
adjustment members: 

FIG. 2 is an elevational front view of the adjustable 

60 parallel gantry press: and 

FIG. 3 is an enlarged partial cross-sectional view taken 
along line 3—3 of FIG. 1. 

DETAILED DESCRIPTION PREFERRED 
EMBODIMENT 

Referring now to the drawing where like reference char- 
acters are used through the figures to refer to like pans, there 
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is shown in FIGS. 1 and 2 a gantry press generally desig- 
nated by the numeral 10. Omitted from the drawing for 
clarity is a drive motor and associated sprockets for propel- 
ling the gantry press along the substantially parallel tracks 
extending along the length of a work surface. Such drive 
mechanisms arc well known in the an. for example see such 
a drive mechanism disclosed in U.S. Pat. No. 3.212.694 
issued to Sanford. incorporated herein by reference. 

Referring to FIG. 2, gantry press 10 has a first dolly 12. 
a second dolly 14 and a roller press 16 mounted and 
supponed between first and second dollies 12 and 14. 
respectively. The gantry press is drivable along tracks 82 
extending in a substantially parallel fashion along the length 
of work table 73. 

The dollies 12 and 14 have a modified A-frame appear- 
ance as best shown in FIG. 1. Shown in FIG. 1 is first dolly 
12. Second dolly 14 is as mirror image of first dolly 12. 
therefore, the detailed description of first dolly 12 equally 
applies to the description of second dolly 14. ; 

As shown, first dolly 12 has an upwardly convergent' 
lower side housing members 18 and 20. respectively. The 
lower extremities of side housing members 18 and 20. ■ 
respectively, are attached to base brace 22 through flange 1 
portions 24 with a plurality of bolts therethrough. 

Extending upwardly from base brace 22 are a pair of 
spaced apart, substantially parallel members 28 and 30. A 
drive wheel plate 32 with a drive wheel 34 is slidably; 
mounted onto parallel members 28 and 30 through slots 33 ; 
defined in plate 32 and thru-bolts 35 extending through S 
parallel members 28 and 30. Nuts are threadingly received j 
on thru-bolts 35 to secure plate 32 to parallel members 28 
and 30. Drive wheel adjustment screws 36 are threaded 
through receiving blocks 37 and attached to drive wheel 
plate 32 through blocks 38. Blocks 38 are attached to drive 
wheel plate 32 through welding or other attachment meth- 
ods. 

A roller press plate 40 is slidably mounted onto parallel j 
members 28 and 30 through slots 42 defined in roller press ; 
plate 40 and thru-bolts 44 extending from parallel members \ 
28 and 30. Nuts or other securing devices are threadingly i 
received on threaded thru-bolts 44 to slidably secure press i 
plate 40 to parallel members 28 and 30. Bearing block 46 is i 
attached to roller press plate 40 with bolts 48 and apertures I 
50 extending therethrough. j 

Referring to FIG. 2. roller press 16 has stub shaft portions 
52 and 54 which extend outwardly from the axial ends of i 
roller press 16 and are rotatably journaied in bearing blocks 
46 mounted on press plates 40 of dollies 12 and 14, 
respectively. Roller Press 16 may be formed of a hollow ; 
steel skin 56 of three-fourths inch thickness which is inter- 
nally strengthened or supported by transversely spaced disks 
at about two-foot spacing mounted on a four-inch diameter : 
steel shaft 60. and may be. for example, eighteen-inches in 
diameter. 

Referring back to FIG. 1. upper brace 62 and cap member 
64 extends between the upper extremities of parallel mem- ■ 
bcrs 28 and 30. Upper brace 62 and cap member 64 can be 
secured to parallel members 28 and 30 with bolts 65, 
received in threaded apertures or other securing methods. 

As shown in FIG. 1. two vertical adjustment assemblies. : 
generally designated by the numeral 100 and 200. 
respectively, arc implemented in first dolly 12. Vertical 
adjustment assemblies 300 and 400 are implemented in ' 
second dolly 14. Each assembly is alike with the equivalent 
parts. For clarity and simplicity, identical parts where shown 
begin with the numerical prefix of the assembly. Vertical : 
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adjustment assemblies 100. 200. 300 and 400 allows a 
generally simultaneous four-point adjustment of each side of 
roller press 16 and along the length of roller press 16 with 
minimum effort and setup time. 

Referring to FIG. 3. shown is a cross-sectional detail of 
vertical adjustment assembly 100. Shown is shaft 102 hav- 
ing a first portion 103 extending through an aperture 104 
defined by an inner surface 105 of substantially concentric 
collar member 106. CoLlar member 106 extends through 
collar aperture 108 defined in cap member 64. Collar mem- 
ber 106 is of a sufficient length to match the upper surface 
face 110 and the bottom surface face 112 of cap member 64 
such that collar 106 nests within collar aperture 108. 

A second portion 116 of shaft 102 has a larger circum- 
ference than first portion 103. forming shoulder 117 between 
first portion 103 and second portion 116. Thrust bearing 118 
is supported by shoulder 117 through drive sprocket 138 and 
the first portion 103 of shaft 102 extends through thrust ; 
bearing 118 and drive sprocket 138. Groove 120 in first [ 
portion 103 accepts snap ring 122 to secure assembly 100 in . 
position through aperture 108 defined in upper brace 62 and J 
cap member 64. Second portion 116 of rod 102 has external j 
threads 124 which are received in threaded member 126. 
Threaded member 126 is integrally formed with block 128 
which is secured to roller press plate 40 with bolts, welding, 
or other securing devices. When shaft 102 is rotated, the i 
external threads on portion 116 and the internal threads of j 
member 126 are in threaded engagement and readily feed j 
shaft 102 through threaded member 126 thereby raising or j 
30 lowering roller press 16 with respect to the frame of dollies 
12 and 14. respectively. The threaded surfaces on portion 
116 and member 126 each have a screw ratio sufficient to 
niinimize the torsional force exerted on shaft 102 and to 
minimize the amount of rotational force that must be exerted 
35 on input shaft 135 of right angle gearbox drive 134. thereby 
readily adjusting the vertical height of massive roller press 
16. After the height is set. plates 40 are locked in place by 
nuts 45 tightened against plates 40 on thru-bolts 44. 

Shaft 102 is connected through coupler 130 to gearbox 
drive shaft 132 extending from right angle gearbox drive 
134. Drive 134 can either be manually operable with hand 
crank 136 or with a motor (not shown) attached to input 
shaft 135 of gearbox drive 134. 

A drive sprocket 138 is keyed with second portion 116 of 
shaft 102 such that drive sprocket 138 rotates with shaft 102. 
Referring to FIG. 1. drive sprocket 138 is interconnected 
with second sprocket 238 through sprocket drive chain 142. 
Sprockets 138 and 238 have substantially similar dimen- 
sions so that the torsional force applied to shaft 102 is also 
imparted to second shaft 202 of second vertical adjustment 
assembly 200 through chain 142. causing the uniform rate of 
displacement of roller press plate 40 on each side of parallel 
members 28 and 30. respectively. 
55 Referring to FIGS. 2 and 3. a first end of rod linkage 144 
is connected through coupler 130 to second output shaft 137 
of right angle gearbox drive 134. A second end of rod 
linkage 144 is connected through another coupler 130 to first 
drive shaft 146 of second right angle gearbox drive 148. 
60 Second drive shaft 150 is connected through coupler 130 to 
a vertical shaft (not shown) of the third vertical adjustment 
assembly (not shown). Rod 144 is inserted through a plu- 
rality of rod bearings 72 which act to support the rod. The 
rod bearings are connected through bearing support 74 to 
65 transverse bracing member 76. Bracing member 76 in tcr " 
connects and braces first dolly 12 with second dolly 14 of 
gantry press 10. 
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Referring to FIG. 2. parallel gantry press 10 is initially 
configured such that roller press 16 is substantially parallel 
with the plane defined by work surface 77 of table 73. The 
initial parallel configuration is a calibration procedure in 
which the roller press 16 is lowered to the work surface 
sufficient to determine the parallel posture of roller press 16 
with work surface 77. If a plane formed by the bottom 
circumferential arc of the roller press is not aligned with the 
planar reference provided by work surface 77. rod linkage 
144 is disconnected from first right angle gearbox drive 134 ; 
and second right angle gearbox drive 143 of both dollies 12 \ 
and 14 that each stub shaft 52 and 54. respectively, can be 
vertically adjusted. Plates 40 are manually adjusted by • 
actuating first and second right angle gearbox drives. . 
respectively, until roller press 16 comes into a parallel : 
orientation with work surface 77. After alignment is 
obtained, rod linkage 144 is reconnected to first and second 
gearbox drives 134 and 143. respectively, so that the vertical ; 
position of roller press 16 can be readily adjusted by raising 
or lowering plates 40 as discussed earlier. Gantry press 10 j 


aeainst top surface of track 82 using a drive motor and 


3.212.694. for example. j 
Dollies 12 and 14. respectively, are movabiy mounted on j 
track 82 through a plurality of bogie wheels 80. Track 18 
extends the length of a work station or table 78. Bogie 
wheels 80 are rotatably connected to base brace 22 drivingly 
engage track 82 having dual rail surfaces. Track 82 is 
attached to table 78 through connecting member 79. Other 
various shades and phases of connection may be used to 
arrange gantry press 10 and table 78 within the same frame 
of reference. For example, both table 78 and track 82 can be 
physically attached to a floor surface. The dual rail surface 
of each track 82 provides a vertically restrictive barrier , 
through the engagement of bogie wheels 80 with flared ; 
portion 84 of track 82 as gantry press 10 applies a downward ; 
pressure to a truss assembled across work surface 77. The 
truss as shown is a top connector plate T. a series of truss 
chord and web members M. and a bottom connector plate B. 
These portions of the truss assembly are placed within a 
selected template depicted on work surface 77. An example 
of setting-up a truss assembly is shown in greater detail in 
U.S. Pat. No. 3.212.694. 

Gantry press 10 is driven along track 82 through drive 
wheel 34 of each dolly 12 and 14. respectively. As roller 
press 16 engages the truss assembly, a downward pressure is 
applied against the truss assembly. Simultaneous with the 
application of the downward pressure, thrust bearing 118 of 
first vertical adjustment assembly 100 (see FIG. 1). and 
thrust bearings 218. 318 and 418 of the second, third and 
fourth vertical adjustment assemblies, respectively, an 
upward pressure is applied against a bottom surface of upper 
brace 62 of first and second dollies 12 and 14. accordingly. 
A constant force is effected in a downward manner against 
the truss positioned on the work surface while m ai n taining 
a vertical adjustment configuration which can readily allow 
parallel vertical adjustment of roller press 16 with respect to 
work surface 77 when desired. The truss components com- 
prising top and bottom connector plates T and B. 
respectively, and truss members M. are driven together with 
force sufficient to maintain the truss assembly in an 
assembled form- 

The truss assembly is then removed from work surface 77. 
Typically the assembly is passed through a fixed press such 
as a stationary roller press (not shown) to firmly connect the 
truss assembly into a unit. 



